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Description 

The present invention relates to an absorbent arti- 
cle according to the preamble of claim 1 and to a 
method of making those absorbent articles. An absorb- 
ent article of this type is known from US-A-3 638 651. 
Those articles may be sanitary napkins, panty liners 
and the like having integral adhesives for affixing the 
absorbent article to a user's undergarment. 

BACKGROUND OF THE INVENTION 

Absorbent articles such as panty liners and sani- 
tary napkins are well known throughout the art. Gener- 
ally, these articles have an absorbent, body facing side 
and a garment facing side. In many instances, the gar- 
ment facing side is comprised of a fluid impermeable 
barrier film. A preferred method of securing these arti- 
cles so that there is a close, direct contact between the 
perineal area and the user's undergarment is to apply 
an adhesive to the garment facing side. The adhesive is 
chosen to provide sufficient anchoring strength to hold 
the article firmly in place while the user moves. 

Inherent in absorbent articles of the above- 
described construction is the requirement to have 
release paper applied to the adhesive. The release 
paper allows the article to be manufactured, packaged, 
stored, and otherwise handled without the adhesive 
adhering to itself or any other object. Release paper 
also serves to prevent oxidation, dust or dirt contamina- 
tion of the adhesive and evaporation of tackifying resins. 
Unfortunately, the use of release paper is undesirable 
for several reasons. First, before the absorbent article 
can be used, the paper must be removed and dis- 
carded. This presents disposal problems and reduces 
the discretion with which the absorbent articles may be 
used. Second, release paper adds significantly to prod- 
uct cost. This is particularly true for low cost panty liners 
and the like which use very little absorbent material. 
Extra costs due to the release paper are incurred by 
both the additional material costs and the additional 
processing time and labor required to apply the release 
paper. 

However, consumers generally desire that such 
sanitary protection products be stored such that the 
body-facing layer is protected from the environment and 
maintained in a clean condition prior to use. Also, con- 
sumers prefer to have adhesive applied not only to the 
center of the pad but to areas as close as possible to the 
transverse ends of the pad in order to fasten the pad 
securely in place. 

Thus, it would be desirable to eliminate the need for 
release paper while still retaining the adhesive applied 
to the garment facing side of an absorbent article so 
that it can be used to adhere the absorbent article to the 
undergarment during use but will not stick to itself or an 
inappropriate surface before use. It would further be 
desirable to apply such adhesive to the garment facing 
side of an absorbent article such that a major portion of 



the body-facing side of the article is protected during 
storage and such that the adhesive may be applied not 
only to the central postion of the pad but as close as 
possible to the transverse ends of the pad. 

5 

SUMMARY OF THE INVENTION 

The present invention achieves the above-men- 
tioned improvement by the features mentioned in inde- 

10 pendant claims 1 and 6. Accordingly, the need for 
release paper may be eliminated using the method and 
products of this invention. More particularly, the elimina- 
tion of release paper may be accomplished by creating 
release zones and attachment zones at the extreme 

75 longitudinal ends of the undergarment-facing side of the 
products of this invention in such a pattern that the 
release zones and attachment zones alternate in place- 
ment on the undergarment-facing side. Within the 
attachment zones are located attachment means. 

20 Within the release zones are located release means. 
The attachment and release means are placed such 
that when the subject absorbent article is folded along a 
fold line adjacent the longitudinal ends of the undergar- 
ment-facing side of the pad, the attachment means 

25 meet with the release means. 

In accordance with this invention, panty liners are 
provided which are capable of being stored in a folded 
configuration prior to use. These absorbent articles 
have a body-facing side and a garment-facing side. 

30 Attachment zones and release zones are created on the 
garment facing side of the article. Release means are 
created by depositing a release agent within the release 
zone by coating at least a portion of the release zone 
with a release agent. Most preferably, the release agent 

35 is silicone, although it may be any of a number of chem- 
ical release agents known to those skilled in the art. 

Attachment means are created on the garment fac- 
ing side of the article by delineating attachment zones 
and depositing attachment or adhesive means to at 

40 least a portion of the attachment zones. These attach- 
ment zones may be treated to make them more recep- 
tive to the attachment means. The attachment means 
may consist of any means of releasably attaching the 
absorbent article known to those skilled in the art, for 

45 example, pressure-sensitive adhesives, Velcro® hook 
and loop attachment means or non-slip materials or the 
like. For the sake of clarity, the following descriptions will 
exemplify embodiments employing pressure-sensitive 
adhesive attachment means, however, the description 

so will apply equally to other attachment means. 

The patterns in which the adhesive and release 
means are applied are chosen so that when the article 
is folded, the attachment means contact the release 
means, eliminating the need for release paper, but 

55 allowing the article to be unfolded and used. The gar- 
ment facing side of the products of this invention on 
which the attachment and release zones are located 
may be polyolefin (e.g.. polyethylen or polypropylene) 
films, non-wovens or the like. 
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Regardless of the type of attachment means used, 
the attachment means must bond more strongly to the 
attachment zone than to the user's undergarment 
and/or to the release means; the release means must 
bond more strongly to the release zone than It does to 
the attachment means and/or to the undergarment; and 
the attachment means must not bond so strongly to the 
undergarment that it rips or damages the undergarment 
by depositing adhesive means on the undergarment. 

According to the method of making the products of 
this invention, there is provided an absorbent article 
which is folded along a central fold line and two addi- 
tional fold lines adjacent the longitudinal ends of the 
product, which remains in the folded position during 
storage, opens upon demand and which can be 
attached to the crotch portion of an undergarment. Fur- 
thermore, the method and products of this invention 
permit the wearer to disengage the article from the 
undergarment without depositing attachment means on 
the undergarment or tearing the undergarment or the 
absorbent article. 

The ability to accomplish this objective is achieved 
by controlling the differential "bond strength" with 
respect to each surface to which the attachment means 
and the release means are adhered and by placement 
of the attachment and release means on the undergar- 
ment-facing side of the pad. "Peel strength" is a meas- 
urement of the strength of an adherent bond. Peel 
strength is measured in force per unit of width, i.e., the 
force required to separate adherently joined materials 
per unit of width. Preferably, a high peel or bond 
strength should be present between the attachment 
means and the attachment zones on the garment facing 
side of the articles of this invention. Likewise, a high 
peel or bond strength should be present between the 
release means and the release zones on the garment 
facing side of the articles of this invention. 

A relatively lower peel strength should be present 
between the release means and the attachment means 
such that they may be separated prior to use. The differ- 
ential peel strengths permit the articles of this invention 
to be stored in a folded position, opened at will without 
damaging the absorbent article and adhered to an 
undergarment without damaging the undergarment or 
absorbent article upon removal. 

BRIEF DESCRIPTION OF THE DRAWINGS 

FIG. 1 is a perspective view of a folded panty liner 
made in accordance with the present invention. 

FIG. 2 is a perspective view of the panty liner of Fig. 
1 which has been partially opened. 

FIG. 3 is a perspective view of the garment-facing 
side of the panty liner depicted in FIG 1 after having 
been fully opened. 

FIG. 4 is a plan view of the garment-facing side of a 
panty liner made in accordance with the present inven- 
tion. 



FIG. 5 is a side view of the panty liner of this invent- 
ion. 

DETAILED DESCRIPTION OF THE PREFERRED 
5 EMBODIMENTS 

The present invention eliminates the need for 
release paper by providing release means and attach- 
ment means in the respective release and attachment 

10 zones delineated on the garment-facing side of an 
absorbent article. The placement of the attachment 
zones at the extreme longitudinal ends of the undergar- 
ment-facing side of the pad permits the symmetrical 
attachment of the pad in use. Alternating the attach- 

75 ment and release zones transversely across the pad 
allows placement of attachment means at both extreme 
ends of the pad, thus providing attachment utility at both 
ends in the undergarment. The pad will not therefore, 
disengage itself from the undergarment at either end 

20 during use. The folding of the product along selected 
fold lines in an accordion fashion permits attachment 
means to be located close to both of the transverse 
ends of the product while maintaining registry with the 
release zones when folded. 

25 According to one preferred embodiment, the 
attachment means are in the form of an adhesive coat- 
ing. In this embodiment, the release means should have 
a low enough peel strength with respect to the adhesive 
coat so as to separate from the adhesive coat without 

30 causing damage by stripping adhesive from the attach- 
ment zones. The adhesive coat used should have a 
high enough peel strength with respect to the attach- 
ment zone of the garment facing side of the absorbent 
article to provide sufficient anchorage to prevent adhe- 

35 sive transfer from the article to the undergarment when 
removing the product from the undergarment after use. 

Most preferably, the zones of release and attach- 
ment are chosen so that when the product is folded, the 
adhesive means applied in an attachment zone is cov- 

40 ered by the release means within a release zone. 

A number of methods may be used to impart the 
required peel strength characteristics to different zones 
on the garment facing side of an absorbent article. One 
method is to use a coating of silicone release agent as 

45 the release means applied in the release zones. The 
attachment zones are left untreated with the silicone 
coat, and adhesive is applied to at least a portion of the 
untreated areas. Preferably, the release means are 
larger in area than the adhesive means such that the 

so adhesive means and release means have a tolerance 
available for slight folding errors or means placement 
errors. Preferably, an area of the attachment zones 
peripherally surrounding the area to which the adhesive 
is applied may be left uncovered by adhesive. This cre- 

55 ates a space around the adhesive such that when the 
panty liner is folded, there is some tolerance within 
which the areas of adhesive can avoid contacting the 
other adhesive means. Furthermore, this provides toler- 
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ance for slight errors in adhesive placement within the 
attachment zone. 

Many types of barrier films may be used on the 
undergarment-facing side of the absorbent to create or 
allow the creation of attachment and/or release means s 
on that side of the absorbent. For example, the barrier 
film may be made of polypropylene, high density poly- 
ethylene, low density polyethylene, linear low density 
polyethylene, cellophane, Polyvinyl acetate, polyvinyl 
alcohol, polycaprolactan, polyester, polytetrafluoroethyl- 10 
ene (Teflon®), or mixtures or coextrusions of one or 
more of these materials. Additionally, films made of 
materials synthesized to facilitate high moisture vapor 
transmission could also be used. Highly calendered 
paper or nonwoven material may also be substituted for 15 
films. Further, additives may be combined with the film 
resin to control the peel or bond strength of the film-to- 
adhesive bond. 

In addition to the above, certain materials, such as 
Teflon®, produce inherently low adhesive-to-film peel 20 
strengths. For these materials, a release coating may 
not be required in the release zones. Instead, treatment 
may be necessary to increase the adhesive-film bond in 
the zones to which adhesive is to be applied. A low-peel 
strength substrate may be embossed to provide more 25 
anchorage surface for the adhesive, or selectively 
corona treated. The zones to which adhesive will be 
applied could be either chemically etched or altered to 
otherwise impart a stronger adhesive-film bond in the 
attachment zone. In certain embodiments, the adhesive 30 
can be applied at a temperature high enough to partially 
melt the film and produce a "weld" between the film and 
the adhesive, thereby obviating the need for a separate 
treatment. 

A preferred method of surface treatment is corona 35 
treatment of the barrier film which forms the garment 
facing side of the absorbent article. Corona treatment 
involves the application of a large voltage across the 
surface of the film. The resulting treated surface is very 
reactive and permits the film to form chemical, as well 40 
as mechanical, bonds with coatings applied to the sur- 
face of the treated article. This provides firmer attach- 
ment of both the adhesive and the silicone release 
coating to the barrier film. 

For purposes of securing the absorbent product to 45 
the user's undergarment, a wide variety of positioning 
adhesives are available, pressure sensitive hot melt 
adhesives being the most widely used and most pre- 
ferred. These adhesives may be A-B-A block copoly- 
mers or the like, such as styrene-ethylene-butylene- so 
styrene block copolymer, e.g., Stereon, or a diblock AB 
styrene butadiene adhesive. Hot melt adhesives such 
as HM-6513 or 1972 from H.B. Fuller (St. Paul, Minne- 
sota) or N.S. 34-5509 from National Starch (Bridgewa- 
ter, New Jersey) are good candidates. Of course, 55 
adhesives other than hot melt adhesives may also be 
used and should be chosen based on the numerous 
factors such as the compatibility of the adhesives with 



the other materials being used and the end use of the 
absorbent product. 

The products of this invention may also be made by 
providing a roll of film which is coated with silicon on one 
side and adhesive on the other. Strips of this silicone- 
coated "tape" may be placed on one side of another film 
which has adhesive on both sides. The tape can be 
placed in an appropriate pattern (silicone side exposed) 
against the double adhesive coated film so that the 
adhesive of one side meets adhesive of the other. This 
will bond the tape to the film and produce areas of sili- 
cone release on the film, i.e., release means. The areas 
not covered with the tape become the attachment 
means. Patterns of release and attachment means can 
be configured such that, when folded, the attachment 
means is covered by release means. 

FIGURE 1 illustrates one of the preferred embodi- 
ments of the products of this invention. Panty liner 10 
has garment-facing side 20 and body-facing side 30. 
Release means 50 releasably adhere to adhesive 
means 40. In the folded condition, as depicted in FIG- 
URE 1, panty liner 10 is about one-quarter its fully- 
opened length and is easy to carry and store. 

FIGURE 2 depicts the panty liner of FIGURE 1 
being partially opened. This illustrates the manner in 
which adhesive means 40 engages release means 50. 
Central release means 55 is symmetric about the cen- 
tral axis of panty liner 10 and releasably engages adhe- 
sive means 40 and 45 which are disposed at the 
longitudinal ends of panty liner 10. 

FIGURE 3 is a perspective view of panty liner 10 
after being fully opened. FIGURE 3 illustrates the sym- 
metry of the release and adhesive patterns about cen- 
tral axis 60 of panty liner 10. Central release means 55 
extends symmetrically about central axis 60 and adhe- 
sive means 45, 46, 42 and 40 are arranged symmetri- 
cally about central axis 60 as well. Release means 52 
and 50 are also symmetrically patterned about central 
axis 60. Release means and adhesive means are 
arranged such that they are in registry when folded. 

Any odd number of folds greater than one may be 
made symmetrically about the central axis of a pad in 
order to provide a compact discreet absorbent article 
according to this invention. 

Other embodiments of the products of this invention 
may be contemplated. For example, an absorbent arti- 
cle may be shaped as a parallelogram with oblique 
angles at its transverse ends. When folded, the angular 
ends protrude and become finger tabs that faciliatate 
unfolding the product. 

FIGURE 4 is a plan view of panty liner 10 and FIG- 
URE 5 is a side view of panty liner 10, both illustrating 
the manner in which the adhesive and release means 
are arranged symmetrically about the central axis of the 
pad. 

Although one embodiment of the present invention 
has been illustrated and described in detail, the present 
invention is in no way so limited. One of ordinary skill will 
immediately appreciate that the present invention has 
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application to numerous other absorbent articles in 
addition to the panty liner illustrated. 

There are a variety of methods by which the 
absorbent products of this invention may be made. Pref- 
erably, an appropriate barrier film is first printed with a s 
silicone release coating in the release zone. The 
release coating is cured and adhesive is applied to the 
attachment zones disposed on the same side as the sil- 
icone. Adhesive is also coated on the absorbent facing 
side of the barrier film to help laminate the film to the w 
absorbent. The adhesive in the attachment zones is 
preferably applied so as not to occupy the entire surface 
area of the attachment zones. This provides a tolerance 
for slight errors in placement of the attachment means 
in the attachment zone while still substantially guaran- 15 
teeing the attachment means will lie entirely within the 
attachment zone. The attachment means is preferably 
smaller in area than the release means. This allows a 
tolerance for slight errors in folding the product while 
substantially guaranteeing the attachment means will 20 
be covered by the release means. 

The latter side is then affixed to an absorbent sub- 
strate, leaving the release coating and adhesive 
exposed to form the garment facing side of the absorb- 
ent article. The finished article is then folded along at 25 
least one fold line. The release means and adhesive 
means contact each other so that the article may be 
unfolded prior to use without the adhesive means bond- 
ing to itself or to the barrier film. The release means may 
overlap, but the adhesive means must substantially con- 30 
tact only the release means. 

For many barriers, treatment is preferred in most 
cases to impart a low-peel strength surface in the 
release zones. Silicone-based release agents are 
excellent for this purpose; these compounds can be 35 
applied using many processes other than the screen 
print/ultraviolet cure set forth below in the Example. In 
addition to silicon-based release agents, other types of 
release coats may be used including paraffin waxes, 
non-stick coatings, varnishes and others known to those 40 
of skill in the art. Some types of adhesives become non- 
tacky when dried or cooled (such as non-pressure sen- 
sitive hot melt adhesives or cold glues) and may make 
suitable release means if used as a coating in the 
release zone. 45 

Various silicone curing methods may be used, 
including in addition to ultraviolet curing, heat curing or 
electron beam curing. The release coating may be 
applied using a wide variety of coating equipment. 
Direct and reverse gravure coaters, three-roll offset so 
coaters, smooth five-roll coaters, or ink jet printing are 
just a few of the possible equipment types contemplated 
for use in the present invention. 

The following Example further illustrates the pre- 
ferred embodiments of the present invention: 55 



EXAMPLE 

A panty liner according to this invention was made 
as follows. A roll of barrier film of 38.1 urn (1 .5 mil) white 
microembossed polyethylene film Type # EMB533 avail- 
able from Exxon Corporation, was first slit to about a 
155.6 mm (6.125") width. The film was then corona 
treated to have a surface energy of about 0.0038 N/cm 
(38 dynes/cm) on the side which was to be coated. Sili- 
cone was then printed on the corona-treated side in the 
configuration shown in FIGURE 1. The silicone was 
printed using a screen printer manufactured by Kraemer 
Kbating, Inc. (Serial No. 1036, Toms River, New Jersey). 

An ultraviolet (UV) curable type silicone release 
agent which is made by the General Electric Corpora- 
tion was used. The formula is as follows: 



Percent 


Product# 


Description 


98% 
2% 


UV9300* 
UV9310C" 


UV-curable silicone 
UV-activated catalyst 



General Electric Product Designations 



The silicone release agent was added behind a 
doctor blade inside the printing screen. The variable 
speed pump manufactured by Ismatec (Model No. 
7617-60, made in Switzerland by ISMATEC SA, Zurich, 
Switzerland) was used to add the release agent, 
although any low volume metering pump may be used. 
The printing screen used is made by New England 
Rotary Screen, Inc. (Fall River, Massachusetts). A 125 
mesh Pantene screen was found to produce an even 
coating. The coat weight of the silicone was about 3.4 
grams/meter^g/m 2 ). It should be noted, however, that 
the added coating weight can be reduced greatly with 
more carefully designed equipment. Ideally, only 
enough silicone should be applied to impart consistent 
release characteristics to the coated area. 

The silicone release material was then cured using 
the Mini-Conveyorized UV Curing System from Ameri- 
can Ultraviolet Company (Murray Hill, New Jersey). A 
lamp setting of 1 18.1 1 W/cm (300 watts/inch) provided 
adequate curing over a wide range of speeds, up to 
almost 121.92 m/min (400 feet/minute). The optimum 
machine speed using the materials and equipment of 
this Example is about 60.96 m/min (200 feet/min). The 
curing step fixed the silicone in the release zone thereby 
preventing transfer of silicone to the adhesive means. 

After the silicone was printed and cured onto the 
barrier film, adhesive was applied. The adhesive was 
applied within the attachment zones. Preferably the 
adhesive is not applied to the entire area of the attach- 
ment zones. Applying adhesive means onto a smaller 
area than the whole of the attachment zone, makes reg- 
istration of the adhesive means easier within the attach- 
ment zone. Generally, creating release means which is 
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larger than the adhesive means area is preferred, 
because this allows for folding error tolerance. 

In this Example, the adhesive was applied after the 
silicone coating, on a separate adhesive coating appa- 
ratus. Yet, both the silicone release coating and adhe- 5 
sive could be applied in sequence on the same 
machine. The adhesive used in this example was HM- 
1972 hot melt adhesive from H.B. Fuller Company (St. 
Paul, Minnesota). The adhesive was applied at a coat- 
ing weight of about 11.0 mg/cm 2 (71 mg/inch 2 ) in four 10 
zones. Lower coating weights may also be used as long 
as there is an amount of adhesive sufficient to hold the 
product in place during use. For the application of this 
Example, these adhesive strips were about 9.53 mm 
(three-eighth inches) wide and about 40.64 mm (1.6 is 
inches) long. There was a space of about 38.1 mm (1.5 
inches) between the two innermost adhesive strips 
while there was a 22.225 mm (0.875 inch) space 
between the outermost adhesive strips. The adhesive 
was applied to release paper and transferred to the film, 20 
the release paper being left in place to aid in rewinding 
the coated film. The head of the adhesive nozzle was 
fashioned to produce all adhesive areas at once. The 
head was alternately turned on and off to provide 
enough space between the sets of adhesive areas to 25 
fashion individual products. 

In order to affix the barrier film to an absorbent core 
or substrate, the same adhesive was sprayed onto the 
absorbent-facing side of the barrier film to be used as a 
laminating adhesive. The adhesive may also be 30 
extruded onto the absorbent-facing side of the barrier 
film. Release papers were used to cover the laminating 
adhesive as well to aid winding the barrier film into rolls. 
The release papers were discarded when the product 
was assembled. Release papers were needed here 35 
only by virtue of the manual process herein described. 
No processing release paper would be required if all the 
steps of the process are performed on the same 
machine. 

The laminating adhesive was then exposed by 40 
removing the release paper and an absorbent batt was 
placed against the laminating adhesive. For this Exam- 
ple, the absorbent core or substrate was a co-form of 
pulp and thermoplastic fiber substantially similar to that 
used in the CAREFREE PANTY SHIELDS® brand of 45 
panty liners manufactured by Personal Products Com- 
pany of Milltown, NJ. The absorbent was fashioned as a 
107.95 mm (4.25") width material C-folded around a 
45.72 mm (1.8 inch) insert of the same material. The 
final width dimension of the absorbent was approxi- 50 
mately 50.8 mm (2.0"). The composite of barrier and 
absorbent was then crimped on the ends using a 
knurled block which was hot pressed into the product 
ends. The product ends were then cut to provide a 
rounded tab end. 55 

The remaining release paper which covered the 
adhesive applied to the garment facing side was then 
removed and the articl folded in half along the central 
fold-line aligned transversely across the napkin such 



that the body-facing sides come into contact with each 
other. Tne transverse ends were folded again such that 
the release and attachment means meet. The adhesive 
means contact the spots of release coating, allowing the 
product to be easily unfolded without damage or the 
need to discard a release paper. 

The present invention is not limited to the Example 
and embodiments set forth above. As will be under- 
stood by those of ordinary skill in the art, alternate 
embodiments, variations and modifications of the 
present invention are possible. 

Accordingly, reference should be made to the 
appended claims to ascertain the full scope of the 
present invention. 

Claims 

1 . Absorbent article (1 0) having 

a body-facing side (30) comprising an absorb- 
ent body, a garment-facing side (20) compris- 
ing a fluid impermeable barrier film means, 
transverse ends and longitudinal edges; said 
barrier film means being provided with at least 
two attachment means comprising pressure 
sensitive adhesive means (40, 42, 45, 46) and 
with at least one release means (50, 55, 57), 
one central fold line extending approximately 
transversely across said absorbent article (10) 
and being disposed approximately in a central 
axis (60) between the first and second ends of 
said absorbent article (10); 

said absorbent article (10) being folded 
along said central fold line (60) such that 
the adhesive means (40, 42, 45, 46) con- 
tacts the release means (50, 55. 57); 
said release means (50, 55, 57) being 
releasably attached to the attachment 
means; 

said adhesive means (40, 42, 45, 46) are 
completely covered by said release means 
(50, 55, 57); 
characterized by 

said absorbent article being a panty liner (10); 
said adhesive means (40, 42, 45, 46) being 
applied to the undergarment-facing side (20) 
by delineating attachment zones and said 
adhesive means (40, 42, 45, 46) being depos- 
ited to at least a portion of the attachment 
zones to secure said panty liner (10) in close 
direct contact between the perineal area and 
the user's undergarment; 
- a first (55) of said release means (50, 55, 57) 
being centrally extended symmetrically about 
the central axis (60) of the panty liner (10) and 
a second (50, 57) of said release means (50, 



6 



11 



EP0 471 384 B1 



12 



55, 57) being additionally arranged symmetri- 
cally about the central axis (60); 
two additional fold lines made symmetrically 
about the central axis (60) in order to provide a 
compact discreet panty liner (10); 5 

said central release means (55) releasably 
engages outermost adhesive means (40 
and 45) which are disposed at the longitu- 
dinal ends of panty liner (10); 10 
said centrally extended release means 
(50, 57) releasably engage innermost 
adhesive means (42, 46); 
said release means (50, 55, 57) being 
larger in area than the adhesive means 15 
(40, 42, 45, 46) such that the adhesive 
means (40, 42, 45, 46) and release means 
(50, 55, 57) have a tolerance available for 
slight folding errors or means placement 
errors eliminating the need for release 20 
paper, but allowing the panty liner (10) to 
be unfolded and used. 

2. Absorbent article of claim 1 , characterized by 

25 

said adhesive means being adhesive strips 
(40, 42, 45, 46); 

a space being provided between the two inner- 
most adhesive strips (42, 46) and a space 
being provided between the outermost adhe- 30 
sive strips (40, 45); 

the composite of barrier and absorbent being 
crimped on the ends which are being cut to 
provide a tab end; 

the transverse ends being folded again such 35 
that the attachment and the release means (40, 
42, 45, 46; 50, 55, 57) meet; 
the panty liner (10) being folded in half along 
the central fold line (60) such that the body-fac- 
ing side (30) come into contact with each other; 40 
the transverse ends of the panty liner (10) 
being folded again such that the release and 
attachment means meet, so that the adhesive 
means (40, 42, 45, 46) contact the spots (50, 
55, 57) of release coating, allowing the panty 45 
liner (1 0) to be easily unfolded without damage. 

3. The absorbent article of claims 1 or 2, character- 
ized by 

50 

a barrier film of 38.1 micron (1.5 mil) having a 
width of about 155.6 mm (6.125"); 
said barrier film being corona treated to have a 
surface energy of about 0.0038 N/cm (38 
dynes/cm) on the side to be coated; 55 
an ultraviolet (UV) curable type silicone release 
agent being printed on the corona-treated side 
of the barrier film and cured; 



said adhesive strips (40, 42, 45, 46) having a 
width of about 9.53 mm (3/8 inches) and a 
length of about 40.64 mm (1 .6 inches) applied 
onto a smaller area than the whole of the 
attachment zone to create said release means 
(50, 55, 57) being larger than the adhesive 
strips (40, 42, 45, 46); 

- said space between the two innermost adhe- 
sive strips (42, 46) being about 38.1 mm (1.5 
inches); 

said space between the outermost adhesive 
strips (40, 45) being about 22.225 mm (0.875 
inch). 

4. Absorbent article of claim 1 or 2, characterized by 
the release agent (50, 55, 57) being silicone. 

5. Absorbent article of claim 1 characterized in that 
the panty liner (10) has the shape of a rectangle. 

6. Method of manufacturing an absorbent article (1 0) 
as claimed in any of claims 1 to 5. characterized by 

providing a barrier film; 

said barrier film being first printed with a 
release coating (50, 55, 57) in a release zone; 
adhesive (40, 42, 45, 46) being applied to 
attachment zones disposed on the same side 
(20) as the release coating (50. 55. 57); 

- adhesive being also coated on an absorbent- 
facing side (30) of the barrier film to help lami- 
nate the film to an absorbent; 

the adhesive (40. 42, 45, 46) in the attachment 
zones being applied so as not to occupy the 
entire surface area of the attachment zones; 
the absorbent-facing side (30) of the barrier 
being affixed to an absorbent substrate, leaving 
the release coating (50, 55, 57) and adhesive 
(40, 42, 45, 46) exposed to form the undergar- 
ment-facing side (20) of a panty liner (10); 
said release means (50, 55, 57) being releasa- 
bly attached to the attachment means; 
said panty liner (10) being folded along a cen- 
tral fold line extending approximately trans- 
versely across said panty liner (10) and being 
disposed approximately in a central axis (60) 
between first and second ends of said panty 
liner (10); , 

said panty liner (10) being folded along two 
additional fold lines made symmetrically about 
the central axis (60) in order to provide a com- 
pact discreet panty liner (10) remaining in the 
folded position during storage; 

said central release means (55) releasably 
engages utermost adhesive means (40 
and 45) which are disposed at the longitu- 
dinal ends of panty liner 10); 
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said centrally extended release means (50,57) 
releasably engage said innermost adhesive 
means (42,46); 

- said release means (50, 55, 57) being larger in 
area than the adhesive means (40, 42, 45, 46) s 
such that the adhesive means (40, 42, 45, 46) 
and release means (50, 55, 57) have a toler- 
ance available for slight folding errors or means 
placement errors eliminating the need for 
release paper, but allowing the parity liner (10) io 
to be unfolded and used; 

- the release means (50. 55, 57) and adhesive 
means (40, 42, 45, 46) contacting each other 
so that the panty liner (10) can be unfolded 
prior to use without the adhesive means (40, 15 
42, 45. 46) bonding to itself or to the barrier film 
and can be attached to the crotch portion of an 
undergarment. 

Method of claim 6, characterized by 20 

a roll of 38.1 micron (1.5 mil) microembossed 
polyethylene barrier film being first slit to a 
155.6 mm (6.125") width and then corona 
treated to have a surface energy of about 25 
0.0038 N/cm on the side to be coated; 
silicone being printed on the corona-treated 
side by using a screen printer; 
an ultraviolet curable type silicone release 
agent being added behind a doctor blade so 
inside a printing screen; 
curing the silicone release material by using 
UV curing system and a machine speed of 
about 60.96 m/min; 

- applying hot melt adhesive strips (40, 42, 45, 35 
46) in each of four zones onto a smaller area 
than the whole of each of the attachment 
zones; 

spraying the same hot melt adhesive onto the 
absorbent-facing side of the barrier film to be <o 
used as a laminating adhesive and placing the 
absorbent batt against the laminating adhe- 
sive; 

crimping the composite of barrier and absorb- 
ent on the ends; 45 
cutting the product ends to provide a rounded 
tab end; 

folding the panty liner (1 0) in half along the cen- 
tral fold line (60) aligned transversely across 
the panty liner (10) such that the body-facing so 
side (30) come into contact with each other; 
folding the transverse ends again such that the 
release and attachment means (50, 55, 57) 
meet, so that the adhesive means (40, 42, 45, 
46) contact the spots (50, 55. 57) of release 55 
coating, allowing the panty liner (10) to be eas- 
ily unfolded without damage or the need to dis- 
card a release paper. 



Patentanspruche 

1 . Absorbierender Gegenstand (10) mit 

einer kOrperzugewandten Seite (30), die einen 
absorbierenden Korper umfaBt, einer der Klei- 
dung zugewandten Seite (20), die eine flussig- 
keitsundurchl&ssige Sperrfilmeinrichtung 
umfa3t, quergerichteten Enden und Langskan- 
ten; wobei die Sperrfilmeinrichtung mit minde- 
stens zwei Befestigungseinrichtungen, die eine 
druckempfindliche Hafteinrichtung (40, 42, 45, 
46) umfassen, und mit mindestens einer Trenn- 
einrichtung (50, 55, 57) versehen ist; 
einer zentralen Faltlinie, die sich in etwa in 
Querrichtung zum absorbierenden Gegen- 
stand (10) erstreckt und in etwa in einer zentra- 
len Achse (60) zwischen dem ersten und 
zweiten Ende des absorbierenden Gegen- 
stands (10) angeordnet ist; 

wobei der absorbierende Gegenstand (10) 
entlang der zentralen Faltlinie (60) so 
gefaltet ist. daB die Hafteinrichtung (40, 
42, 45, 46) die Trenneinrichtung (50, 55. 
57) kontaktiert; 

wobei die Trenneinrichtung (50, 55, 57) in 
trennbarer Weise an der Befestigungsein- 
richtung befestigt ist; 

wobei die Hafteinrichtung (40, 42, 45, 46) 
vollstandig von der Trenneinrichtung (50, 
55, 57) bedeckt ist; 

dadurch gekennzeichnet, daB 

- es sich beim absorbierenden Gegenstand urn 
eine Slipeinlage (10) handelt; 

- die Hafteinrichtung (40, 42, 45, 46) auf die der 
Unterwasche zugewandten Seite (20) durch 
Skizzieren von Befestigungszonen und durch 
Abscheiden der Befestigungseinrichtung (40, 
42, 45, 46) auf mindestens einen Teil der Befe- 
stigungszonen aufgebracht wird, urn die Slip- 
einlage (10) in engem direktem Kontakt 
zwischen dem perinealem Bereich und der 
Unterwasche des Benutzers zu befestigen; 

- wobei eine erste Trenneinrichtung (55) der 
Trenneinrichtungen (50. 55, 57) sich in zentra- 
ler Richtung symmetrisch urn die zentrale 
Achse (60) der Slipeinlage (10) erstreckt und 
eine zweite Trenneinrichtung (50, 57) der 
Trenneinrichtungen (50, 55, 57) zusatzlich 
symmetrisch zur zentralen Achse (60) ange- 
ordnet ist; 

wobei zwei zus&tzliche Faltlinien symmetrisch 
zur zentralen Achse (60) angebracht sind, urn 
eine kompakte unauffallige Slipeinlage (10) 
bereitzustellen; 

wobei di zentrale Trenneinrichtung (55) in 
trennbarer Weise in Eingriff mit den auBersten 
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Hafteinrichtungen (40 und 45) steht, die an den 
Langsenden der Slipeinlage (10) angeordnet 
sind; 

wobei die vom Zentrum entfernten Trenn- 5 
einrichtungen (50, 57) in trennbarer Weise 
im Eingriff mit den innersten Hafteinrich- 
tungen (42, 46) stehen; 
wobei die Trenneinrichtungen (50, 55, 57) 
eine groGere Flache a!s die Hafteinrichtun- 10 
gen (40, 42, 45, 46) aufweisen, so daB die 
Hafteinrichtungen (40, 42, 45, 46) und die 
Trenneinrichtungen (50, 55, 57) einen 
Spielraum zum Ausgleich bei geringfugi- 
gen Faltungsfehlern Oder Plazierungsfeh- 15 
lern der Einrichtungen aufweisen, wodurch 
die Notwendigkeit fur Trennpapier entfallt, 
jedoch die Slipeinlage (10) aufgefaltet und 
angewandt werden kann. 

20 

2. Absorbierender Gegenstand nach Anspruch 1, 
dadurch gekennzeichnet, 

- daB es sich bei den Hafteinrichtungen urn Kle- 
bestreifen (40. 42, 45, 46) handelt; 25 
daB ein Zwischenraum zwischen den beiden 
innersten Klebestreifen (42, 46) und ein Zwi- 
schenraum zwischen den beiden auBersten 
Klebestreifen (40, 45) vorgesehen ist; 

- daB der Verbundstoff aus Sperre und absorbie- 30 
rendem Mittel an den Enden, die zur Bereitstel- 
lung eines lappenfOrmigen Endes 
zugeschnitten sind, gefaltelt ist; 

- die Querenden erneut so gefaltet sind, daB die 
Befestigungseinrichtungen und die Trennein- 35 
richtungen (40, 42, 45. 46; 50, 55, 57) sich tref- 
fen; 

- daB die Slipeinlage (10) in der Mitte entlang 
ihrer zentralen Faltlinie (60) so gefaltet ist, daB 

die kOrperzugewandten Seiten miteinander in 40 
Kontakt kommen; und 

die Querenden der Slipeinlage (10) erneut so 
gefaltet sind, daB die Trenn- und Befestigungs- 
einrichtungen aufeinandertreffen, so daB die 
Klebeeinrichtungen (40. 42. 45, 46) in Kontakt 45 
mit den Stellen (50, 55, 57) der Trennbeschich- 
tung kommen, was eine leichte beschadi- 
gungsfreie Auffaltung der Slipeinlage (10) 
ermoglicht. 

50 

3. Absorbierender Gegenstand nach Anspruch 1 oder 
2, dadurch gekennzeichnet, 

- daB ein 38,1 urn (1,5 mil) dicker Sperrfilm mit 
einer Breite von etwa 155,6 mm (6,125") vor- 55 
liegt; 

- daB der Sperrfilm einer Koronabehandlung 
unterzogen worden ist, urn eine Oberflachen- 



energie von etwa 0,0038 N/cm (38 dyn/cm) auf 
der zu beschichtenden Seite zu gewahrleisten; 

- daB ein UV-hartbares Silikon-Trennmittel auf 
die koronabehandelte Seite des Sperrf ilms auf- 
gedruckt und gehartet ist; 

- die Klebestreifen (40, 42, 45, 46) mit einer 
Breite von etwa 9,53 mm (3/8 Zoll) und einer 
Lange von etwa 40,64 mm (1 ,6 Zoll) auf eine 
im Vergleich zur Gesamtheit der Befestigungs- 
zone Weinere Flache aufgebracht ist, urn zu 
gewahrleisten, daB die Trenneinrichtungen (50, 
55, 57) grGBer als die Klebestreifen (40, 42, 45, 
46) sind; 

daB der Zwischenraum zwischen den beiden 
innersten Klebestreifen (42, 46) etwa 38,1 mm 
(1,5 Zoll) betragt; und 

daB der Zwischenraum zwischen den auBer- 
sten Klebestreifen (40, 45) etwa 22,225 mm 
(0,875 Zoll) betragt. 

4. Absorbierender Gegenstand nach Anspruch 1 oder 
2, dadurch gekennzeichnet, daB es sich beim 
Trennmittel (50, 55, 57) urn Silikon handelt. 

5. Absorbierender Gegenstand nach Anspruch 1, 
dadurch gekennzeichnet, daB die Slipeinlage (10) 
die Form eines Rechtecks aufweist. 

6. Verfahren zur Herstellung eines absorbierenden 
Gegenstands (10) nach einem der Anspruche 1 bis 
5, dadurch gekennzeichnet, 

daB man einen Sperrfilm bereitstellt; 
daB der Sperrfilm zunachst in einer Trennzone 
mit einer Trennbeschichtung (50, 55, 57) 
bedruckt wird; 

- daB Klebstoff (40, 42, 45, 46) auf die auf der 
gleichen Seite (20) wie die Trennbeschichtung 
(50, 55, 57) angeordneten Befestigungszonen 
aufgebracht ist; 

daB Klebstoff auch auf eine dem Absorptions- 
mittel zugewandte Seite (30) des Sperrfilms 
aufgebracht wird, urn eine Laminierung des 
Films auf ein Absorptionsmittel zu unterstut- 
zen; 

- der Klebstoff (40, 42, 45, 46) in den Befesti- 
gungszonen so aufgebracht wird, daB er nicht 
die gesamte Oberflache der Befestigungszo- 
nen besetzt; 

- daB die dem Absorptionsmittel zugewandte 
Seite (30) der Sperre an einem absorbierenden 
Substrat befestigt ist, wobei die Trennbeschich- 
tung (50, 55, 57) und der Klebstoff (40, 42, 45, 
46) freiliegen, urn die der Unterwasche zuge- 
wandte Seite (20) einer Slipeinlage (10) zu bil- 
den; 

- daB die Trenneinrichtungen (50, 55, 57) in 
trennbarer Weise an den Befestigungseinrich- 
tungen befestigt sind; 
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• daB die Slipeinlage (10) entiang einer zentra- 
len Faltlinie, die sich in etwa in Querrichtung 
zur Slipeinlage (10) erstreckt und in etwa auf 
einer zentralen Achse (60) zwischen dem 
ersten und zweiten Ende der Slipeinlage (10) 5 
angeordnet ist, gefaltet wird; 

- daB die Slipeinlage (10) entiang zweier weite- 
rer FaltJinien, die symmetrisch zur zentralen 
Achse (60) angeordnet sind, gefaltet ist, urn 
eine kompakte, unauffailige Slipeinlage (10) 10 
bereitzustellen, die wahrend der Lagerung im 
gefalteten Zustand verbleibt; 

• daB die zentrale Trenneinrichtung (55) in trenn- 
barer Weise im Eingriff mit den auBersten Haft- 
einrichtungen (40 und 45) stent, die an den 75 
Ungsenden der Slipeinlage (10) angeordnet 
sind; 

daB die sich zentral erstreckenden Trennein- 
richtungen (50, 57) in trennbarer Weise im Ein- 
griff mit den innersten Hafteinrichtungen (42, 20 
46) stehen; 

daB die Trenneinrichtungen (50, 55, 57) eine 
grdBere Fiache als die Hafteinrichtungen (40, 
42, 45. 46) aufweisen, so daB die Hafteinrich- 
tungen (40, 42, 45, 46) und die Trenneinrich- 25 
tung (50, 55, 57) einen Spielraum zum 
Ausgleich von leichten Faltungsfehlern Oder 
Fehlern bei der Anordnung der Einrichtungen 
aufweisen, wodurch die Notwendigkeit fiir 
Trennpapier entfailt. jedoch die Slipeinlage (1 0) so 
aufgefaltet und verwendet werden kann; und 

• daB die Trenneinrichtungen (50, 55, 57) und 
die Hafteinrichtungen (40. 42, 45, 46) miteinan- 
der so in Kontakt stehen. daB die Slipeinlage 
(10) vor der Verwendung aufgefaltet werden 35 
kann, ohne daB die Klebeeinrichtung (40, 42, 

45, 46) aneinander Oder am Sperrfilm Weben, 
und am Schrittbereich der Unterwasche befe- 
stigt werden kann. 

40 

Verfahren nach Anspruch 6, dadurch gekennzeich- 
net, 

- daB eine Rolle eines mit Mikropragungen ver- 
sehenen Polyethylen-Sperrfilms von 38,1 urn 45 
(1,5 mil) zunachst auf eine Breite von 155,6 
mm (6,125") geschlitzt und sodann einer Koro- 
nabehandlung zur Erzielung einer Oberfia- 
chenenergie von etwa 0,0038 N/cm auf der zu 
beschichtenden Seite unterzogen wird; so 
daB Silikon auf die koronabehandelte Seite 
unter Verwendung einer Siebdruckvorrichtung 
aufgedruckt wird; 

- daB ein UV-hartbares Silikon-Trennmittel hinter 
einem Rakelmesser im Innern eines Druck- 55 
siebs zugesetzt wird; 

daB das Si I ikon-Trenn material unter Verwen- 
dung eines UV-Hartungssystems und bei einer 



Maschinengeschwindigkeit von etwa 60,96 
m/min gehartet wird; 

- daB SchmelzWeber-Haftstreifen (40, 42, 45. 
46) auf jede der vier Zonen auf einer im Ver- 
gleich zur Gesamtheit der einzelnen Befesti- 
gungszonen kleineren Fiache aufgebracht 
wird; 

- der gleiche Schmelzkieber auf die dem 
Absorptionsmittel zugewandte Seite des Sperr- 
films aufgespruht wird, der als laminierender 
Klebstoff verwendet wird, und daB die absor- 
bierende Watte gegen den Laminationskleb- 
stoff angedruckt wird; 

- daB der Verbundstoff aus Sperre und Absorpti- 
onsmittel an den Enden gefaitelt wird; 

- daB die Produktenden zugeschnitten werden, 
urn ein abgerundetes Lappenende zu biiden; 

- daB die Slipeinlage (10) in der Mitte urn die 
zentrale Faltlinie (60), die quer zur Slipeinlage 
(10) ausgerichtet ist, gefaltet wird, so daB die 
kflrperzugewandten Seiten (30) miteinander in 
Kontakt kommen; und 

- die Querenden erneut gefaltet werden, so daB 
die Trenn- und Befestigungseinrichtungen (50, 
55, 57) so aufeinandertreffen, daB die Haftein- 
richtungen (40, 42, 45, 46) mit den Stellen (50, 
55, 57) der Trennbeschichtung in Kontakt kom- 
men, was eine leichte, beschadigungsfreie Auf- 
faltung der Slipeinlage (10) ermflglicht und das 
Verwerfen eines Trennpapiers entbehrlich 
macht. 

Revendications 

1 . Article absorbant (1 0) ayant 

- un cOte expose au corps (30) comprenant un 
corps absorbant, un c6t6 expose au vetement 
(20) comprenant des rnoyens de voile de pro- 
tection impermeables aux fluides, des extremi- 
tes transversales et des bords longitudinaux ; 
lesdits rnoyens de voile de protection etant 
fournis avec au moins deux rnoyens de fixation 
comprenant des rnoyens adhesifs autocollants 
(40, 42, 45, 46) et avec au moins un moyen de 
separation (50, 55, 57), 

- une ligne de pliage centrale s'etendant approxi- 
mativement transversal em ent a travers (edit 
article absorbant (10) et 6tant disposee 
approximativement sur un axe central (60) 
entre ies premiere et deuxieme extremites 
dudit article absorbant (10) ; 

ledit article absorbant (10) etant plie le 
long de ladite ligne de pliage centrate (60) 
de sorte que Ies rnoyens adhesifs (40, 42, 
45, 46) soient en contact avec Ies rnoyens 
de separation (50, 55. 57) ; 



10 



19 



EP0 471 384 B1 



20 



lesdits moyens de separation (50, 55, 57) 
etant fixes de facon detachable aux 
moyens de fixation ; 

lesdits moyens adhesifs (40, 42, 45, 46) 
sont complement couverts par lesdits 5 
moyens de separation (50, 55, 57) ; 
caracterise en ce que 

ledit article absorbant est un protege-slip (10) ; 
lesdits moyens adhesifs (40, 42, 45, 46) sont 10 
appliques au c6t6 expose au sous-vStement 
(20) en tracant des zones de fixation, et lesdits 
moyens adhesifs (40, 42, 45, 46) sont disposes 
sur au moins une partie des zones de fixation 
pour fixer ledit protege-slip (10) en contact is 
direct rapproche entre la surface p6rin6ale et le 
sous-v§temerrt de I'utilisatrice ; 
un premier (55) desdits moyens de separation 
(50, 55, 57) s'6tend au centre sym6triquement 
autour de I'axe central (60) du protege-slip 20 
(10), et un deuxieme (50, 57) desdits moyens 3. 
de separation (50, 55, 57) est dispose en plus 
sym6triquement autour de I'axe central (60) ; 
deux lignes de phage suppiementaires sont 
realisees de facon symetrique autour de I'axe 25 
central (60) de facon a fournir un protege-slip 
discret et compact (10) ; 

lesdits moyens de separation centraux 
(55) s'engagent de facon detachable avec 30 
les moyens adhesifs les plus a I'exterieur 
(40 et 45) qui sont disposes aux extremes 
iongitudinales du protege-slip (10) ; 
lesdits moyens de separation s'6tendant 
au centre (50, 57) s'engagent de fagon 35 
detachable avec les moyens adhesifs les 
plus a I'interieur (42, 46) ; 
lesdits moyens de separation (50, 55, 57) 
sont plus grands en surface que les 
moyens adhesifs (40, 42, 45, 46) de sorte 40 
que les moyens adhesifs (40, 42, 45, 46) et 
les moyens de separation (50, 55. 57) dis- 
posed d'une tolerance pour de legeres 
erreurs de pliage ou des erreurs de place- 
ment de moyens eiiminant la necessite 45 
d'un papier de separation, mais permettant 
au protege-slip (10) d'etre d6pli6 et utilise. 



Article absorbant selon la revendication 1 , caracte- 
rise en ce que 



50 4. 



lesdits moyens adhesifs sont des bandes 
adh6sives (40, 42. 45, 46) ; 
un espace est fourni entre les deux bandes 
adhesives les plus a I'interieur (42, 46) et un 55 
espace est fourni entre les bandes adhesives 
les plus a I'exterieur (40, 45) ; 



le compose de protection et d'absorbant est 
serti sur les extr6mites qui sont coup6es pour 
fournir une extr6mite de languette ; 
les extremes transversales sont pli6es encore 
une fois de sorte que les moyens de fixation et 
de separation (40, 42, 45, 46; 50, 55, 57) se 
rencontrent ; 

- le protege-slip (10) est pli6 en deux le long de 
la ligne de pliage centrale (60) de sorte que les 
c6t6s exposes au corps (30) entrent en contact 
mutuel ; 

les extr6mit6s transversales du protege-slip 
(10) sont pliees encore une fois de sorte que 
les moyens de separation et de fixation se ren- 
contrent, de sorte que les moyens adhesifs 
(40, 42, 45, 46) entrent en contact avec les 
emplacements (50, 55, 57) de pellicule de 
separation, permettant au protege-slip (10) 
d'etre deplie ais6ment sans domrnages. 

Article absorbant selon les revendications 1 ou 2, 
caract6ris6 par 

un voile de protection de 38, 1 micrometres (1 ,5 
mil) ayant une largeur d'environ 155,6 mm 
(6.125") ; 

ledit voile de protection ayant subi un traite- 
merrt par effet corona pour avoir une 6nergie 
superficielle d'environ 0,0038 N/cm (38 
dynes/cm) sur le c6t6 a enduire ; 
un agent de separation silicone de type poly- 
m6risable par radiation ultraviolette (UV) etant 
imprime sur cflte traite par effet corona du voile 
de protection et polymerise ; 
lesdites bandes adhesives (40, 42, 45, 46) 
ayant une largeur d'environ 9,53 mm (3/8 
pouce) et une longueur d'environ 40.64 mm 
(1,6 pouces). appliquees sur une surface plus 
petite que la total ite de la zone de fixation pour 
creer lesdits moyens de separation (50, 55, 
57), etant plus grandes que les bandes adhesi- 
ves (40, 42, 45, 46) ; 

ledit espace entre les deux bandes adhesives 
les plus a I'interieur (42, 46) etant d'environ 
38,1 mm (1,5 pouces) ; 

ledit espace entre les bandes adhesives les 
plus a I'exterieur (40, 45) etant d'environ 
22,225 mm (0,875 pouces). 

Article absorbant selon la revendication 1 ou 2, 
caracterise en ce que I'agent de separation (50, 55, 
57) est de la silicone. 

Article absorbant selon la revendication 1 caracte- 
rise en ce que le protege-slip (10) a la forme d'un 
rectangle. 
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Proc&te de fabrication d'un article absorbant (10) 
selon Tune quelconque des revendications 1 a 5, 
caract6ris6 en ce que 

il fournit un voile de protection ; 5 
ledit voile de protection est d'abord imprime 
avec une pellicule de separation (50, 55, 57) 
dans une zone de separation ; 
un adhesif (40, 42, 45, 46) est applique aux 
zones de fixation disposees sur le m§me cote 10 
(20) que la pellicule de separation (50, 55, 57) ; 
un adhesif est enduit aussi sur un cdte expose 
a I'absorbant (30) du voile de protection pour 
aider a la stratification du voile sur un absor- 
bant ; 75 

- I'adhesif (40, 42, 45, 46) dans les zones de 
fixation est applique de facon a de ne pas 
occuper toute I'aire de surface des zones de 
fixation ; 

le c6te expose a I'absorbant (30) de la protec- 20 
tion est attache a un substrat absorbant, lais- 
sant la pellicule de separation (50, 55, 57) et 
I'adhesif (40, 42, 45, 46) exposes pour former 
ie c6te expose au sous-vetement (20) d'un pro- 
tege-slip (10) ; 25 
lesdits moyens de separation (50, 55, 57) sont 
fixes de facon detachable aux moyens de fixa- 
tion ; 

- ledit protege-slip (10) est plie le long d'une 
ligne de pliage centrale s'etendant approxima- 30 
tivement transversalement a travers ledit pro- 
tege-slip (10) et est dispose 
approximativement sur un axe central (60) 
entre les premiere et deuxieme extr6mites 
dudit protege-slip (10) ; 35 

- ledit protege-slip (10) est plie le long de deux 
lignes de pliage suppiementaires realisees de 
fagon symetrique autour de I'axe central (60) 
de facon a fournir un protege-slip discret et 
compact (10) restant en position pli6e pendant 40 
le stockage ; 

lesdits moyens de separation centraux 
(55) s'engagent de fagon detachable avec 
les moyens adhesifs les plus a I'ext6rieur 45 
(40 et 45) qui sont disposes aux extr6mit6s 
longitudinales du prot6ge-slip (10) ; 

lesdits moyens de separation s'6tendent au 
centre (50, 57) s'engagent de facon detachable so 
avec lesdits moyens adhesifs les plus a i'inte- 
rieur (42, 46) ; 

lesdits moyens de separation (50, 55, 57) sont 
plus grands en surface que les moyens adhe- 
sifs (40, 42, 45, 46) de sorte que les moyens 55 
adhesifs (40, 42, 45, 46) et les moyens de 
separation (50, 55, 57) disposent d'une tole- 
rance pour de tegeres erreurs de pliage ou des 
erreurs de placement des moyens eiiminant la 



n6cessite d'un papier de separation, mais per- 
mettant au protege-slip (10) d'etre d6pli6 et uti- 
lise; 

- des moyens de separation (50, 55, 57) et des 
moyens adhesifs (40, 42, 45, 46) sont en con- 
tact mutuel de sorte que le protege-slip (10) 
peut etre deplie avant utilisation, sans que les 
moyens adhesifs (40, 42, 45, 46) collent tous 
seuls ou au voile de protection, et peut §tre f ix6 
a la partie d'entrejambe d'un sous-v§tement 

7. Proc6d6 selon la revendication 6, caract6ris6 en ce 
que 

un rouleau de 38,1 micrometres (1,5 mil) de 
voile de protection en polyethylene micro-gau- 
fr6 est d'abord fendu sur une largeur de 155,6 
mm (6,1 25") et ensuite traite par effet Corona 
de facon a obtenir une energie de surface 
d'environ 0,0038 N/cm sur le c6t6 a enduire ; 

- de la silicone est imprimee sur le cdte traite par 
effet corona en utilisant un apparetl de s6rigra- 
phie ; 

- un agent de separation silicone de type poly- 
m6risable par radiation ultraviolette est ajoute 
derriere un couteau nettoyeur a I'int6rieur d'un 
ecran de serigraphie ; 

la matiere de separation silicone est polym6ri- 
s6e en utilisant un systeme de polymerisation 
par UV et une vitesse de machine d'environ 
60,96 m/min ; 

- des bandes de colle a fusion (40, 42, 45, 46) 
sont appliquees dans chacune de quatre zones 
sur une surface inferieure a la totality de cha- 
cune des zones de fixation ; 

la meme colle a fusion est vaporis6e sur le c6t6 
expose a I'absorbant du voile de projection a 
utiliser comme adhesif de stratification, et la 
batte absorbante est ptacee contre I'adhesif de 
stratification ; 

le compose de protection et d'absorbant est 
serti sur les extremites ; 

- les extremites du produit sont coup6es pour 
fournir une extr6mit6 de languette arrondie ; 

le protege-slip (10) est plie en deux ie long de 
la ligne de pliage centrale (60) align6e trans- 
versalement a travers le protege-slip (10) de 
sorte que les cotes exposes au corps (30) 
entrent en contact mutuel ; 

- les extr6mit6s transversales sont pliees encore 
une fois de sorte que les moyens de separation 
et de fixation (50, 55, 57) se rencontrent, de 
sorte que les moyens adh6sifs (40, 42, 45, 46) 
entrent en contact avec les emplacements (50, 
55, 57) de pellicule de separation, permettant 
au protege-slip (10) d'etre deplie aisement 
sans dommages ni n6cessit6 d'eiiminer un 
papier de separation. 
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